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DELETEDREFERENCESTO "CLEANING"IN SECTION1,
SCOPE,AND IN SECTION3, GENERALREQUIREMENTS;
IN SECTION2, APPLICABLEPUBLICATIONS,REPLACEDAIR
FORCE-NAVYSPEC. "AN806" WITH"AS5168", REPLACED
MSFCSPEC. "MC240" WITH"AS5202", REPLACED
MILITARYSTANDARD"MS29512" WITH"AS29512" AND
REPLACEDMILITARYSPEC. "MIL-H-6875" WITH
"AMS-H-6875"; REPLACED"MTF" WITH"SSC"
THROUGHOUTTHE DRAWING; IN SECTION6, REPORTS,
ADDED"(ELECTRONICCOpy PREFERRED)"; IN SECTION
11, END CONNECTIONS,CHANGED"GRAYLOC
CONNECTORS"TO "CLAMP-TYPECONNECTORS";
IN SECTION12, PORTS,ADDEDTHE ENTIRESECOND
PARAGRAPH;IN SECTION16, WELDING,CHANGED
"ELECTRICMETALARC" TO "SHIELDEDMETALARC
WELDING",CHANGED"INERTGAS SHIELDEDARC" TO
"GASTUNGSTENARC WELDING"AND CHANGED"GRAYLOC
CONNECTORS"TO "CLAMP-TYPECONNECTORS";IN
SECTION19, PROOFPRESSURE,CLARIFIEDTHAT"THE
MINIMUMACCEPTABLEPROOFPRESSURESHALLBE 1.5
TIMESDESIGNPRESSURE"; IN SECTION20, PNEUMATIC
LEAKTEST, REPLACED"LEAK- TEK" WITH"SHERLOCK

5-SECOND LEAI( DETECTOR";ADDEDSECTIONHEADINGIJSS~ED/CEF
"SHIPPINGAND IDENTIFICATION";IN SECTION25,
MAINTENANCEINSTRUCTIONS,ADDEDSECONDAND THIRD
SENTENCESRELATIVETO 'PROVIDINGCUTAWAYDRAWINGS,
PARTSLIST, FILTRATIONRATINGSAND RATEDFLOW'.
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1. 5. APPROVALOF DEPARTWRES:

ANY DEPARTUREFROMTHESESPECIFICATIONSSHALL BE SUBMITTEDTO THE
PURCHASERFOR APPROVAL. THE DETAILSOF THE DEPARTURESSHALLINCLUDE
CALCULATIONS,DESIGN'DRAWING(S)AND LABORATORYTESTDATAWHERE
APPLICABLE. ANY DEPARTURESAPPROVEDBY THE PURCHASERSHALLBE MADE
AT NO COSTTO THE BUYER.

SCOPE:

THIS DRAWINGCOVERSTHE DESIGN,FABRICATIONAND TESTINGOF HIGH
PRESSUREGAS FILTERS.

DESIGNREQUIREMENTS

2. APPLICABLEPUBLICATIONS:

ASME BOILERAND PRESSUREVESSELCODE

SECTIONVIII
SECTIONIX

RULESFOR CONSTRUCTIONOF PRESSUf~EVESSELS
QUALIFICATIONSTANDARDFOR WELDINGAND BRAZING
PROCEDURES,WELDERS,BRAZERS,AND WELDINGAND BRAZING
OPERATORS

SAE AEROSPACESTANDARDS

AS5168

AS5202

FITTING,PLUG, TUBE END, FLARED

PORTOR FITTINGEND, INTERNALSTRAIGHTTHREAD,DESIGN
STANDARD

AS29512 PACKING,PREFORMED,HYDOCAfIBONFUEL RESISTANT,TUBE
FITTING,O-RING

SAE AEROSPACEMATERIALSPECIFICATIONS

AMS-H-6B75 HEAT TREATMENT OF STEEL RAW MATERIALS

5. GENERALf~EQUIREMENTS:

THE FILTERSSHALLBE DESIGNED,FABRICATEDAND TESTEDIN ACCORDANCEWITH
THE REQUIREMENTSSPECIFIEDHEREIN. THE MANUFACTURERSHALL PROVIDEANY
ADDITIONALMEASURESNECESSARYIN THE DESIGN,FABRICATION,INSPECTIONAND
TESTINGTO PRODUCEEQUIPMENTWHICHWILL SATISFACTOI~ILYPASS THE TESTS
SPECIFIEDHEREIN. THIS SSC DRAWINGSHALLGOVERNAND TAKE PREFERENCE
WHEREIT MAY DEPARTOR CONFLICTWITHPROVISIONSOF REFERENCEDDOCUMENTS.

If. MATERIALS:

THE MATERIALSSHALLBE FREE FROMALL DEFECTSIMPAlf~INGSTRENGTH,
DURABILITYAND APPEARANCEAND OF THE BESTCOMMERCIALQUALITYFOR THE
PURPOSESPECIFIED. ALL MATERIALSSHALLBE NEWAND SHALLHAVESTRUCTURAL
PROPERTIESTO SUSTAINSAFETYAND STRESSESTO WHICHTHEYARE SUBJECTED
AT THE DESIGNCONDITIONS.

6. REPORTS:

CERTIFIEDCOPIESor- THE FOLLOWINGREPORTSSHALLBE FURNISHEDIN THE
QUANTITIESLISTEDBELOW. ADDITIONALLY,ONE REPRODUCIBLECERTIFIED
COpy (ELECTRONICCOpy PREFERRED)OF EACHREPORTSHALLBE FURNISHED.

7.

FOR APPROVAL
OUTLINEDRAWINGANDSPEC.DEPARTURES ~ . .

DETAILDRAWINGS 2
DESIGNCALCULATIONS,MATERIALSPECS. 2
REPORTSOF TESTSREQUIREDUNDERTHIS SECTION
CLEANINGPROCEDURE

INTERCHANGEABILITY:

CERTIFIED
r-
2
2
2
2

8.

WHENEVERPOSSIBLETHE FILTERSSHALLBE DESIGNEDAND CONSTRUCTEDTO
PERMITTHE MAXIMUMINTERCHANGEABILITYOF THE FILTERELEMENTSWITHOUT
DETRIMENTTO THE SPECIFIEDPERFORMANCECHARACTERISTIC.

MAINTAINABILITY:

9.

THE FILTERDESIGNSHALL BE SUCH THATADJUSTMENTAND REPLACEMENTOF THE
ELEMENTIN ALL POT,TEE AND L TYf'E FILTERSCAN BE MADEWITHOUTREMOVING
THE CASE FROMTHE LINE, AND WITHA MINIMUMOF SPECIALTOOLSAND HOISTING
DEVICES. WHEREIN-LINE FILTERSARE SPECIFIED,THE ABOVEREQUIREMENT
SHALLNOT APPLY.

SUPPORTDATA:

10.

EACHPOT OR TEE TYPEFILTERSHALL BE PROVIDEDWITHSUPPORTLUGS IN
ACCORDANCEWITHFIGUREA. EACHIN-LINE TYPE FILTER,HAVINGA NOMINAL
DIAMETEROF THREEINCHESOR GREATERSHALL BE PROVIDEDWITHA SUPPORT
PLATEIN ACCORDANCEWITHFIGUREB. FOR FIGURESA & B REFERTO SHEET5.

LIFTINGLUGS:

ALL COMPONENTSWEIGHINGMORETHAN 50 POUNDSSHALLBE EQUIPPEDWITH
LIFTINGLUG(S), LOCATEDTO PERMITEASYREMOVALOF PARTS.

,
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11. FABRICATION

16. WELDING:

END CONNECTIONS:

IF INTEGRAL,CAST-IN CONNECTORSARE USED,THE MANUFACTURERSHALLBE
RESPONSIBLEFOR MEETINGTHE REQUIREMENTSOF THE MATINGFLANGES. WHERE
CLAMP-TYPECONNECTORSARE SPECIFIED,THEY SHALLCONFORMTO THE STANDARDS
OF THEIR RESPECTIVEMANUFACTURER(GRAYLOC,REFLANGE,ETC.).

PORTS:

ALL WELDINGSHALLBE PERFORMEDAND INSPECTEDIN ACCORDANCEWITHTHE
ASME BOILERAND PRESSUREVESSELCODE.SECTIONSVIII & IX. MANUFACTURER
SHALLCERTIFYTHATTHE WELDSARE WITHINREQUIREDSPECIFICATIONS.

CARBONSTEEL- ALL CARBONSTEELSHALLBE WELDEDBY THE SHIELDEDMETAL
ARC WELDINGPROCESSUSINGCOATEDELECTRODES,OR BY THE GAS TUNGSTENARC
WELDINGPROCESS. AN EB CONSUMABLEINSERTOF THE PROPERMATERIALSHALL
BE USEDAT ALL WELDJOINTS,OR THE ROOTPASS SHALLBE PERFORMEDWITHTHE
GAS TUNGSTENARC WELDINGPROCESS. .

12.

13.

EACHFILTERSHALL HAVEA LOWPOINT DRAINAND HIGH POINTVENT CONSISTING
OF A PLUGGEDBOSS, CONFORMINGTO 1/2 INCH AS5202. IN ADDITIONTO THE
ABOVE,EACHFILTERSHALLBE FURNISHEDWITHCONNECTIONSFOR MEASUREMENT
OF DIFFERENTIALPRESSUREACROSSTHE FILTER. THESECONNECTIONSSHALL
CONFORMTO 1/2 INCH AS5202 AND SHALLBE PLUGGED. THE PLUGSSHALL
CONFORMTO AS5168-08 AND THE O-RING GASKETSSHALLCONFORMTO
MS29512--08.

FILTERSWITHA DESIGNPRESSUREEXCEEDING7150 PSIG SHALLBE PROVIDED
WITH9/16 INCH CONED-AND-THREADEDMEDIUMPRESSUREPORTSAND PLUGS
IN LIEU OF THE 1/2 INCH AS5202 PORTSSPECIFIEDIN THE ABOVEPARAGRAPH.
(REFERENCEAUTOCLAVEENGINEERS,BUTECHPRESSURESYSTEMSOR APPROVED
EQUALFOR MEDIUMPRESSUREDESIGNSTANDARDS.)

FILIER EU:MENT:

STAINLESSSTEEL- AtL STAINLESSSTEELSHALLBEWELDEDBYTHEGAS
TUNGSTENARC WELDINGPROCESS, AN INERTGAS BACKUPPURGESHALLBE
MAINTAINEDON THE INTERIOROF THE FILTERDURINGTHE WELDINGPROCESS.

FLANGED JOINTS - ANSI FLANGED JOINTS SHALL BE PARALLEL WITHIN 1/32 INCH.
CLAMP-TYPECONNECTORSSHALLBE INSTALLEDIN ACCORDANCEWITHTHE
INSTRUCTIONSOF THEIRRESPECTIVEMANUFACTURER(GRAYLOC,REFLANGE,ETC,),

BEVELS- CARBONSTEELSHALLHAVEEITHERMACHINECUTBEVELS,ORSMOOTH,
CLEAN,SLAG-FREEFLAMECUT BEVELS. STAINLESSSTEELBEVELSSHALL BE
PREPAREDBY MACHININGOR GRINDINGUSINGWHEELSOR DISCSUNCONTAMINATED
BY PREVIOUSCARBONSTEELWORK.

14,

THE FILTEI~ELEMENTSSHALLBE OF MATERIALSAS INDICATEDON THE INDIVIDUAL
FILTERASSEMBLYDRAWINGS,THE FILTERELEMENTSHALl-BE LOCKEDINTO
POSITIONRELATIVETO THE CASINGFOR ALL OPERATINGCONDITIONS. REFERTO
SSC DRAWING54BOO-GG01 FOR ADDITIONALREQUIREMENTS.

PRESSUREDROP:

HEATTREATMENT:

ALL STAINLESSSTEELMATERIALSSHALLBE IN THE ANNEALEDCONDITIONPRIOR
TO FABRICATION,PARTSTHATARE COLDWORKEDSHALLBE ANNEALEDAFTER
FABRICATION,IF WORKHARDENEDPARTSARE TO BE WELDED,THE ANNEALING
SHALLBE PERFORMEDBEFOREWELDING, HEATTREATMENTSHALL BE IN
ACCORDANCEWITHAMS-H-6875,

17,

15.

THE PRESSUREDROPPERMISSIBLEFOR THE FILTERELEMENTAND CASING
(INCLUDINGNOZZLELOSSES)SHALLNOT EXCEEDTHE VALUESSPECIFIEDIN THE
INDIVIDUALFILTERASSEMBLYDRAWINGS.THE ELEMENTSHALL BE DESIGNEDSO THAT
WHEN50% OF THE OPENINGSARE CLOSED/PLUGGEDTHE TOTALPRESSUREDROP
(ELEMENTAND HOUSING)DOESNOT EXCEED125% OF THE CLEANPRESSUREDROP.

INNERSEAL;

THE INNERSEALBETWEENTHE FILTERBODIESAND THE FILTERELEMENTSSHALL
BE LEAKTIGHTAT A DIFFERENTIALPRESSURENO LESSTHAN THE COLLAPSE
PRESSURERATINGOF THE ELEMENT. THE MANUFACTURER'SPROPOSALSHALL
ADEQUATELYDEFINE THE DETAILSOF THESECONNECTIONS.THE DEFINITION
SHALLINCLUDE,WHEREAPPLICABLE,DIAMETRALTOLERANCEBETWEENTHE BORE
AND THE MALEGLAND,DEPTHOF THE O-RING GROOVES,AND RECOMMENDED
O-RING SmCTIONS. IT IS THE MANUFACTURER'SRESPONSIBILITYTO PROVIDE
ELEMENTSCOMPATIBLEWITHTHE FILTERUNITSTO ACHIEVETHE SPECIFIED
SEALINGCAPABILITY.
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TESTING

18. WITNESSOF TEST:

PRIORTO PURCHASER'SACCEPTANCETHE FILTERSSHALL BE SUBJECTEDTO THE
TESTSIN THE SEQUENCELISTEDHEREIN. THE PURCHASER'SAUTHORIZED
REPRESENTATIVESHALLWITNESSALL THE TESTS,IF SPECIFIEDON THE PURCHASE
ORDER. THE MANUFACTURERSHALL NOTIFYTHE PURCHASERA MINUMUMOF 72
HOURSPI~IORTO A SCHEDULEDTESTSEQUENCE.

SHIPPINGAND IDENTIFICATION

23. PREPARATIONFOR SHIPMENT:

EACHFILTERSHALLBE PRESSURIZEDTO 10 PSIG, USINGDRY (-40'F DEWPOINT)
OIL FREENITROGEN. THE CLOSURESON THE ASSEMBLYSHALLBE TIGHTENOUGH
TO MAINTAINA POSITIVEPRESSUREON THE ASSEMBLYFOR A MINIMUMOF 90 DAYS.
EACHASSEMBLYSHALL BE EQUIPPEDWITHA SMALLGAUGEAND SHUT-OFF VALVE.

SPECIALTOOLS:
19. PROOFPf/ESSURE:

A HYDROSTATICPROOFTESTSHALLBE PERFORMEDON EACHFILTERHOUSINGIN
ACCORDA~ICEWITHTHE ASME BPV CODE,SECTIONVIII, EXCEPTTHATTHE MINIMUM
ACCEPTABLEPROOFPRESSURESHALLBE 1.5 TIMESTHE DESIGNPRESSURE. THE
DURATIONOF THE TESTSHALLBE A MINUMUMOF 30 MINUTES. DURINGTHIS
PERIODTHE UNIT UNDERTEST SHALLBE SHUT-OFF FROMTHE PRESSURESOURCE
AND NO DECREASEIN TEST PRESSURESHALL BE PERMITIED.

24.

25.

TWOSETSOF ALL SPECIALTOOLSNECESSARYFOR THE MAINTENANCEAND REPAIR
OF THE FILTERASSEMBLIESSHALL BE FURNISHEDIN HARDWOODOR METAL
CONTAINERS.WHERETOOLSCAN BE INTERCHANGEDBETWEENTHE VARIOUS
ASSEMBLIES,DUPLICATESETS NEED NOT BE PROVIDEDFOR EACHFILTER.
SPECIALTOOLSSHALLBE TAGGEDFOR IDENTIFICATIONIN ACCORDANCEWITH
SSC DWG54000-GP01. THE MANUFACTURER'SORIGINALBID SHALLINCLUDEA
DESCRIPTIONOF ALL SPECIALTOOLSREQUIRED(INITIALPROCUREMENTONLY).

MAINTENANCEINSTRUCTIONS:

THE MANUFACTURERSHALL FURNISH3 SETSOF MAINTENANCEMANUALSCOVERING
ALL OPERATIONSASSOCIATEDWITHTHE DISASSEMBLY,ASSEMBLY,ADJUSTMENT
AND CLEANINGOF THE FILTERASSEMBLIES. THE MANUALSSHALLPROVIDE
NOMINALAND ABSOLUliEFILTRATIONRATINGSIN MICRONS,AND RATEDFLOWAT
THE MAXIMUMDESIGNPRESSUREDROP (CLEAN). THEY SHALLALSO INCLUDEA
CUTAWAYDRAWINGWITHBUBBLE NUMBERS,AND A PARTSLIST WITHPART NUMBERS
AND MATERIALSOF CONSTRUCTIONOF ALL PIECE PARTSFOR EACHFILTER
ASSEMBLY. SEPARATEINSTRUCTIONSFOR EACHFILTERASSEMBLYWILL NOT BE
REQUIREDIF THE ASSEMBLIESARE IDENTICAL.

20.

NOTE
THE MANUFACTURERSHALLSUBMITFOR APPROVALA DESCRIPTIONOF
ALL EQUIPMENTAND TESTPROCEDURESTO BE USED FOR THE TESTS
SPECIFIEDIN PARAGRAPHS20 AND 21.

E'HEUMAIlCLEAKTEST:

26. IDENTIFICATION:

A NAMEPLATESHALL BE SECURELYAFFIXEDTO THE FILTERCASINGAND IN A
CONSPICUOUSPLACE. THE NAMEPLATESHALLCONTAINTHE FOLLOWING
INFORMATION:

21.

ALL FILTmS SHALLBE SUBJECTEDTO A PNEUMATICLEAKAGETESTAT THE DESIGN
PRESSURE. FILTERSSHALLBE TESTEDUSINGA 5% HELIUM,95% NITROGENGAS
MIXTURE. ALL MECHANICALJOINTS,SUCH AS TAPSAND CLOSURES,AS WELLAS
WELDSSHALLBE TESTEDUSINGSHERLOCK5-SECOND LEAK DETECTOROR AN
APPROVEDEQUAL. NO LEAKAGEALLOWED.

ItJliERSEALLEAKTEST:

FILTERDESIGNATION
MANUFACTURER'SNAME
ASSEMBLYPART NUMBER
ELEMENTPARTNUMBER
WEIGHTOF ASSEMBLY
DESIGNPRESSURE/TEMPERATURE
DESIGNDELTAP
MANUFACTURER'SSERIALNUMBER

gB roc 54BOO-GGOO
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22.

EACH FILTERSHALL BE SUBJECTEDTO A TESTINGPROCEDURETO DEMONSTRATE
THATTHE INNERSEALBETWEENTHE FILTERBODYAND THE FILTERELEMENTSHALL
BE LEAKTIGHTAT A DIFFERENTIALPRESSURENO LESS THANTHE COLLAPSE
PRESSURERATINGOF THE ELEMENT. NO LEAKAGEALLOWED.

REJECTION;

FAIURETO MEETANY OF THE SPECIFIEDTESTREQUIREMENTSSHALL RESULTIN
THE REJECTIONOF THE UNIT UNDERTEST.



fiGUREA:
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EYE BOLTTO SUIT

VESSELWEIGHT(1/2"
MIN. DIA. SHANK)

LOCATEBOITOMOF
SUPPORTABOVECENTER
OF GRAVIlYOF VESSEL

NOTES:
1. ALL WELDINGOf SUPPORTSAND EYE BOLTTO BE DONEBEFOREPRESSURETESTINGVESSEL.

2. USE REINFORCINGPADS BEHINDSUPPQRTSAS REQUIRED.

FIGURE 8:
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NOTE:

1. WELDINGOF SUPPORTTO VESSELTO BE DONEBEFOREPRESSURETESTING.
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